I. Introduction
In this cut-throat competition various factors which will affect the quality and reliability of a product such as rapid evolution of new materials, components, processes, complexity of the product being manufactured, need to meet customers' demands such as availability, safety, warranty and require the full cooperation of all employees of an Organization manufacturing the product. In the past, the term 'quality' is defined in different dimensions, especially with regard to consumer point of view, system designer's point of view and so on. Durability, Safety, low-cost and the degree of satisfaction are the main characteristics which determine the quality of a product in Consumer's point of view. But in system designer's point of view the degree of profit and the degree of low cost productions are the major characteristics that determine the quality.
One of the most widely used qualities of control tools is the Acceptance Sampling Plans. Acceptance Sampling Plans determines the 'Sample Size' and Criteria for accepting or rejecting a product or batch based on the quality of a sample, using Statistical principles. Different types of techniques are employed by industries mainly in the manufacturing of Bullets, Crackers, Bulbs, and Batteries and so on, where 100% inspection is not possible. Sampling provides one rational means of verification that a production lot conforms to the requirements of technical specifications. 100% inspection does not guarantee 100% compliance and is too time consuming and costly. Rather than evaluating all items or products, a specified sample is taken, inspected or tested, and a decision is made about accepting or rejecting the entire production lot. Obviously, if the reliability of the product increases then the quality of the product will also increases, because in producer's point of view, the probability that an item or a machine or a product will survive for a longer period of time. It states that a better quality of a product. It can be evidently observed that the quality of the product depends on the functioning of the system. The quality of the product is usually deferred from time to time and also the quality defers from product to product in the same manufacturing process. For example in case of electric bulbs the durability of an electric bulb will changes from bulb to bulb. Thus quality is the random phenomena.
Hawkins, D.M. [3] proposed a fast accurate approximation for ARL's of a CUSUM Control Charts. This approximation can be used to evaluate the ARL's for specific parameter values and the out of control ARL's of location and scale CUSUM Charts. Lonnie. C. Vance, [6] considered Average Run Length of cumulative Sum Control Charts for controlling for normal means and to determine the parameters of a CUSUM Chart. To determine the parameter of CUSUM Chart the acceptable and rejectable quality levels along with the desired respective ARL's are considered.
Vardeman.S, Di-ou Ray [9] was introduced CUSUM control charts under the restriction that the values regard to quality are exponentially distributed. Further the phenomena under study is the occurrence of rate of rare events and the inter arrival times for a homogenous poison process are identically independently distributed exponential random variables. Kakoty.S. Chakraborthy A.B. [5] proposed CASP -CUSUM charts under the assumption that the variable under study follows a Truncated Normal distribution. Generally truncated distributions are employed in many practical phenomena where there is a constraint on the lower and upper limits of the variable under study. For example, in the production of engineering items, the sorting procedure eliminates items above or below designated tolerance limits. It is worthwhile to note that any continuous variable be the first approximated as an exponential variable.
YI Dai, Yunzhao Luo, Zhonghua, Li and Zhaojun Wang [10] recommended a more generalized multivariate CUSUM (MCUSUM) control charts which are usually called adaptive MCUSUM Control Charts which not only operate without any pre-knowledge about the process shift, but also achieve an overall approximately optimal performance at each point in a broader range of mean shifts. Finally it is concluded by addressing some relevant issues such as super imposing Shewart Control Limit on their AMCUSUM Chart will perform more efficiently for large mean shifts just like combine Shewart CUSUM Charts. Muhammad Riaz, Nasir Abbas and Ronald J.M.M Does [7] proposed two Runs rules schemes for the CUSUM Charts. The performance of the CUSUM and EWMA Charts are compared with the usual CUSUM and weighted CUSUM, the first initial response CUSUM compared with usual EWMA Schemes. This comparison stated that the proposed schemes perform better for small and moderate shifts. Akthar P.Md and Sarma K.L.A.P [1] proposed an optimization of CASP-CUSUM Schemes based on truncated two parametric Gamma distribution and evaluated L(O) L'(O) and Probability of Acceptance and also optimized CASP-CUSUM Schemes based on numerical results. In the present paper it is proposed CASP-CUSUM Charts when the variable under study follows truncated Hyper-Exponential Distribution. Thus it is more worthwhile to study some interesting characteristics of this distribution.
II. Hyper-Exponential Distribution
The concept of Hyperness came from the idea of mixture of distributions. The natural motivation for mixing two distributions came from the basic concept of conditional probability density / mass functions. The mixture of distributions is nothing but the generalization of conditional probability P(X/Y) where X is the discrete random variable and Y is continuous random variable or vise-versa. such mixture distributions arise in many practical problems especially in reliability theory.
III. Truncated Hyper-Exponential Distribution
Definition: The random variable X is said to follow a truncated Hyper-Exponential Distribution as: Hyper-Exponential Distribution is a member of continuous probability distribution. It is often used in wind speed, energy, physics, communication and lifetime analysis and quality inspection. For example, it is used to model scattered signals that reach a receiver by multiple paths.
IV. IDescription Of The Plan And Type-C Oc Curve
Beattie [2] has suggested the method for constructing the continuous acceptance sampling plan. The procedure, suggested by him consists of a chosen decision interval namely, "Return interval" with the length h', above the decision line is taken. We plot on the chart the sum Sm =
are distributed independently and k is the reference value. If the sum lies in the area of normal chart, the product is accepted and if it lies in the of the return chart, the product is rejected, subject to the following assumptions. 1. When the recently plotted point on the chart touches the decision line, then the next point to be plotted at the maximum, i.e., h+h'. 2. When the decision line is reached or crossed from above, the next point on the chart is to be plotted from the baseline. When the CUSUM falls in the return chart, network or a change of specification may be employed rather than outright rejection.
The procedure in brief is given below. 1. Start plotting the CUSUM at 0. The Type -C, OC function, which is defined as the probability of acceptance of an item as a function of incoming quality, when sampling rate is same in acceptance and rejection regions. Then the probability of acceptance P(A) is given by
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Where L (0) = Average Run Length in acceptance zone and
Page, E.S [8] has introduced the formulae for L (0) and L (0) as 
( and z is the distance of the starting of the test in the normal chart from zero. 

V. Method Of Solution
We first express the integral equation (4.4) in the form
where a i 's and t i 's respectively the weight factor and abscissa for the GaussChibyshev polynomial, given in Jain M.K. and et al [4] using (5.1) and (5.2), (4.4) can be written as
Since equation (3.3) should be valid for all values of x in the interval (c,d), it must be true for x = t i . i = 0 (1) n then obtain
In the system of equations except F i , i = 0, 1 … n are known and hence can be solved for F i . We solve the system of equations by the method of Iteration. For this we write the system (5.5) as 
VI. Computation Of Arl's & P (A)
We developed computer programs to solve equations (5.1 to 5.6) and get the following tables. 
VII. Conclusions
For the hypothetical values of the parameters  1 , 2 ,k,h,& h' given at the top of each table, We determine optimum truncated point B at which P (A) the probability of accepting an item is maximum and also obtained ARL's values which represents the acceptance zone 
